For achieving high-performance control for a particleboard glue mixing and dosing control system, which is a time-delay system in low frequency working conditions, an improved active disturbance rejection controller is proposed. In order to reduce overshoot caused by a given large change between the actual output and expected value of the control object, a tracking differentiator (TD) is used to arrange the appropriate excesses. Through the first-order approximation of the time-delay link, the time-delay system is transformed into an output feedback problem with unknown function. Using the neural network state observer (NNSO), a sliding mode control law is used to achieve the accurate and fast tracking of the output signal. Finally, the numerical simulation results verify the effectiveness and feasibility of the proposed method.
Introduction
In recent years, the use of alternative wood resources in the particleboard industry has increased, mainly because of the declining potential of forests [1] . Rational use of non-wood raw materials instead of wood to produce particleboard can improve the utilization rate of forest resources and protect the ecological environment.
In the production process of particleboard mixing and dosing, the glue is an important link. The amount of glue directly affects the quality of finished particleboard products; when there is too much glue the produced particleboard will have high moisture content, which leads to foaming and reduces production; when the amount of glue is too little, the plasticity of particleboard will decrease, and then the product quality will decline. In the low frequency working conditions of particleboard production, the hysteresis and inertia of the motor and pump will greatly affect the control effect of the system. Therefore, accurate glue flow control is a problem worth studying.
Since the emergence of proportional-integral-derivative (PID) control technology, a large number of engineering problems have been solved [2, 3] . Because of the advantages of simple structure and high reliability, it still has an overwhelming advantage in engineering applications today and the production of particleboard is one of them. There are many improvement methods for PID, which are widely used and have good practical effects. The fractional order control system has attracted the attention of many scholars [4] [5] [6] , and some of them have applied it to PID control to enhance the control effect [5] [6] [7] [8] [9] . Reference [7] utilized a fractional order controller to eliminate steady state uncertainty of the system, and has strong robustness to interference and unmolded dynamics. This can make up for the uncertainty of NNSO itself.
Although the stability of the system can be improved through the above analysis, due to the controlled plant, the particleboard glue mixing and dosing system is a time-delay system in low frequency working conditions (15 HZ input frequency), and it is often difficult to achieve satisfactory results. The time delay will bring additional phase lag, and the phase lag will increase with the increase of frequency. To solve the problem of time-delay, a first-order approximation for the dead time is used in Reference [29] . In this way, further precise control can be achieved under the low frequency conditions of the glue application.
Considering that ADRC theory has not been applied in particleboard production, we propose an improved active disturbance rejection controller for the particleboard glue mixing and dosing system in this paper. The main contributions of this paper are summarized as follows:
(1) The process of mixing and dosing the glue for particleboard is introduced and so is the composition of the system. Then we establish the state space equation. (2) We construct an improved controller using ADRC approach. The improved NNSO is utilized to observe disturbance for control compensation and estimate the system state variables. To simplify the controller, the improved TD is used to achieve smooth transmission of differential signals and realize optimal configuration of closed-loop system transition processes. The SMC is introduced to improve the robustness for the disturbance not observed by NNSO.
The paper is organized as follows: Section 2 introduces the particleboard glue mixing and dosing system. In Section 3, an improved ADRC strategy based on sliding mode control is proposed and proves the asymptotic stability of the proposed control strategy and observer convergence by Lyapunov analysis. In Section 4, simulation results are shown to verify the effectiveness of the proposed control method. The conclusion of the paper is shown in Section 5.
Process and System Description
The bonding force between particleboards is obtained by the bonding of adhesives, and the specific surface area of particles is large, so uniform sizing is very important. Particleboard bonding adhesives belong to thermosetting adhesives, which need heating to achieve curing bonding and the curing process is irreversible. Therefore, in the process of sizing, the control system must ensure that there is no overshoot.
The system is divided into two parts: glue mixing and glue dosing. The schematic diagram of glue mixing system is shown as Figure 1 . The volume of various raw materials, include curing agent, waterproof agent, curing buffer agent, water, and adhesive, is measured by a liquid level detector. The electronic control throttle valve, that controls itself, is set to the proportion for the system in advance. When the required material reaches the expected value, the valve will close itself. Then the raw materials are mixed by gravity flow into the mixing tank. Ball valves are used to control the amount of raw materials required. According to the formula entered into the system in advance, it controls the switch by itself to the amount of raw materials transferred to the glue mixing case, and all the materials are mixed by the agitator in the case. The glue mixing case is divided into two parts, one for the surface layer of the particleboard and the other for the core layer.
The sketch of the controlled system is shown in Figure 2 . It consists of a particleboard supported device, a glue supported device, and a mixing device. The conveyor chute and the belt weighing device make up the supported device and all particleboards are supported by it. The screw conveyor feeds the particleboard into the discharge chute; the weighing sensor measures the weight of the particleboard; and the rotation speed of the belt weighing device is measured by gyral coder. The glue supported device consists of a glue control pump and a flowmeter, which the E+H type flowmeter is chosen. The glue and particleboard are mixed by a mixing device. The sketch of the controlled system is shown in Figure 2 . It consists of a particleboard supported device, a glue supported device, and a mixing device. The conveyor chute and the belt weighing device make up the supported device and all particleboards are supported by it. The screw conveyor feeds the particleboard into the discharge chute; the weighing sensor measures the weight of the particleboard; and the rotation speed of the belt weighing device is measured by gyral coder. The glue supported device consists of a glue control pump and a flowmeter, which the E+H type flowmeter is chosen. The glue and particleboard are mixed by a mixing device.
During the process of dosing particleboard, the screw conveyor conveys the particleboard to the mixing device and through the screw bin and valve B. The instantaneous weighing signal is gathered by weighing sensor B, which is located on the weighing conveyor belt. When the particleboards are transported, the instantaneous weight of the glue is calculated on the basis of the amount of the glue input. Then, in the light of the relationship between the rotation speed and the output of the pump, we calculate the pump speed. The sketch of the controlled system is shown in Figure 2 . It consists of a particleboard supported device, a glue supported device, and a mixing device. The conveyor chute and the belt weighing device make up the supported device and all particleboards are supported by it. The screw conveyor feeds the particleboard into the discharge chute; the weighing sensor measures the weight of the particleboard; and the rotation speed of the belt weighing device is measured by gyral coder. The glue supported device consists of a glue control pump and a flowmeter, which the E+H type flowmeter is chosen. The glue and particleboard are mixed by a mixing device.
During the process of dosing particleboard, the screw conveyor conveys the particleboard to the mixing device and through the screw bin and valve B. The instantaneous weighing signal is gathered by weighing sensor B, which is located on the weighing conveyor belt. When the particleboards are transported, the instantaneous weight of the glue is calculated on the basis of the amount of the glue input. Then, in the light of the relationship between the rotation speed and the output of the pump, we calculate the pump speed. During the process of dosing particleboard, the screw conveyor conveys the particleboard to the mixing device and through the screw bin and valve B. The instantaneous weighing signal is gathered by weighing sensor B, which is located on the weighing conveyor belt. When the particleboards are transported, the instantaneous weight of the glue is calculated on the basis of the amount of the glue input. Then, in the light of the relationship between the rotation speed and the output of the pump, we calculate the pump speed.
The essential structure of the particleboard mixing and dosing system is shown in Figure 3 . Glue flow input signal is the desired value of the controller. The ultimate goal of the control system is to ensure that the output glue flow reaches the desired value. Firstly, we get the glue flow through the flow sensor. The sensor is an E+H flowmeter as shown in Figure 2 . It measures the output glue flow velocity in the pipe and the input value is compared with it and the obtained error is sent to the controller. For minimizing the error, the controller continuously tinkers with the frequency of the converter and, through it, the speed of the squirrel-cage motor is changed and it will result in the change of the output glue flow. By doing this, the controlled glue supplying pump can be stable. ensure that the output glue flow reaches the desired value. Firstly, we get the glue flow through the flow sensor. The sensor is an E+H flowmeter as shown in Figure 2 . It measures the output glue flow velocity in the pipe and the input value is compared with it and the obtained error is sent to the controller. For minimizing the error, the controller continuously tinkers with the frequency of the converter and, through it, the speed of the squirrel-cage motor is changed and it will result in the change of the output glue flow. By doing this, the controlled glue supplying pump can be stable. Under low frequency (15 HZ input frequency) conditions during particleboard dosing and mixing, the controlled system becomes a time-delay system due to the hysteresis and inertia of the motor and pump. A time-delayed object can be formalized as a transfer function mathematical model as follows.
where  is the pure lag time constant, 0 () Gs represents the part of the object that does not include
For industrial objects with time lag, Equation (1) can be simplified as a first-order inertial link or a second-order oscillating link and described as a first-order time-delay system (FOPTD) or a secondorder time-delay system (SOPTD), which is represented by Equations (2) and (3) respectively.
,
Most of the time, all the poles of the system are stable when (2) and (3) become pure integrator with a time-delay link and it is intractable for controlled system. Furthermore, the control problem of the system will be more challenging if
We choose the controlled objects as shown in Equation (4) 3.73 Under low frequency (15 HZ input frequency) conditions during particleboard dosing and mixing, the controlled system becomes a time-delay system due to the hysteresis and inertia of the motor and pump. A time-delayed object can be formalized as a transfer function mathematical model as follows.
where τ is the pure lag time constant, G 0 (s) represents the part of the object that does not include the lag link, b, a 0 , a 1 · · · a n−1 are object parameters. For industrial objects with time lag, Equation (1) can be simplified as a first-order inertial link or a second-order oscillating link and described as a first-order time-delay system (FOPTD) or a second-order time-delay system (SOPTD), which is represented by Equations (2) and (3) respectively.
Most of the time, all the poles of the system are stable when a > 0, a 0 > 0, a 1 > 0. When a > 0 or a 0 = 0 Equations (2) and (3) become pure integrator with a time-delay link and it is intractable for controlled system. Furthermore, the control problem of the system will be more challenging if a < 0 or a 0 < 0, a 1 < 0 due to the unstable poles.
We choose the controlled objects as shown in Equation (4) G SOPTD (s) = 0.01578
When the time delay e −3.73s is approximately the first order inertial link 1 3.73s+1 , the controlled object shown in Equation (4) becomes
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In order to facilitate the controller design, we transform the representation of the system from frequency domain to time domain for analysis. Considering the disturbance that the system will suffer and the system uncertainty, the state space equation is shown in Equation (5)
where a(x 1 ,
represents the total disturbance of the system, where w(t) represents the disturbance, ∆a(x) represents the model uncertainty.
Design of the Compound Controller
In this section, we designed an improved ADRC controller for particleboard glue mixing and dosing system with the low frequency condition. An improved ADRC strategy was designed. Firstly, the TD was designed to eliminate the noise of the acquired desired signal and track it fast. Secondly, the NNSO was utilized to estimate the total disturbance and compensate the system model with the estimation. Finally, the improved sliding mode control law was designed instead of NSLEF to improve system robustness.
Designs of the Tracking Differentiator
The TD in traditional ADRC is usually discrete as shown in Equation (7):
where y d is input signal, x 1 is the transition process of input signal, and x 2 is its differential signal. h is an integral step that is designed to set the corresponding step size according to the engineering requirements and the controller capability, r is the adjustable speed factor that adjusts the speed of excessive processing according to the actual process needs. Thus, we introduce a continuous form of TD as shown in Equation (8).
The function of TD is shown in Figure 4 . When the input signal of the system has internal disturbance noise or change uncertainties, TD provides the transition process through the input signal to realize the smooth processing of the signal, thus ensuring the continuity of the input of the controller and reducing the negative impact of the disturbance.
As Figure 4 shows we can get a smoother curve for the square wave signal with noise interference after TD, and differential signals are also obtained which can be transmitted to the controller for control. As Figure 4 shows we can get a smoother curve for the square wave signal with noise interference after TD, and differential signals are also obtained which can be transmitted to the controller for control.
Neural Network Extend State Observer

Designs of Neural Network State Observer
Then the NNSO is designed for the new system:
where LR  is observer gain matrix,   
and we can get the error dynamic equation of observer state as follows 
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Designs of Neural Network State Observer
where L ∈ R is observer gain matrix,X(t) is state observation, f X (t) is total disturbance observation, and the state error is defined as:
and we can get the error dynamic equation of observer state as follows
where f X(t) = f (X(t)) − f X (t) . Let L = [L 1 , L 2 , · · · , L n ] T satisfy A − LC Hurwitz condition and (12) is an error dynamic equation and can be regarded as a constant coefficient differential equation with input f X(t) to describe a linear system. The solution of this equation is
The basic idea of NNSO is to use the input and output of the system to observe all states including the original state variables and disturbances of the system. The core of the ADRC control strategy is to estimate f (X(t)) and eliminate it. Since the radial basis function (RBF) neural network can approach the nonlinear function with accuracy, we introduce the neural network to approach f (X(t)), so that NNSO can accurately observe the total disturbance in the system. The block diagram of the neural network is shown in Figure 5 .
including the original state variables and disturbances of the system. The core of the ADRC control strategy is to estimate     f X t and eliminate it. Since the radial basis function (RBF) neural network can approach the nonlinear function with accuracy, we introduce the neural network to approach     f X t , so that NNSO can accurately observe the total disturbance in the system. The block diagram of the neural network is shown in Figure 5 . 
The real ideal weight is  T W X  after the neural network learning training, so the observation Therefore, a three-layer RBF neural network is used to approach the interference. The first layer is the input layer of n neural networks with fixed weight. The second layer is the hidden layer of s neural networks with a weight of w ij , i = 1, 2, · · · , n, j = 1, 2, · · · , s . The third layer is the output layer, a linear combination of the output of each neural network. The input-to-output mapping represented by the RBF neural network is
where X ∈ R n is the network input vector, the activation function is an σ(·) Gaussian function for which the center is c j , j = 1, 2, · · · , s and the width is ρ j , j = 1, 2, · · · , s . The upper bound of the ideal weight W T of the output layer is W F ≤ W M . When the output approximates the disturbance, it can be expressed as f (X(t)) = W T σ(X),
The real ideal weight isŴ T σ X after the neural network learning training, so the observation of
where σ X ≤ σ M , the neural network approximation error is
where ω(t) = W T σ(X) − σ X is bounded approximation error, which satisfies ω(t) ≤ ω Considering Equations (10) and (16), we get the observer 
Using the gradient descent calculation method, we define the network learning objective function as
and the network learn equation is
where κ > 0, η > 0 is the learning rate of neural network. Differentiating Equation (22) gives
In order to simplify the training algorithm and avoid complex gradient calculation, let .X
Considering Equations (16), (24) and (25), we get the adaptive law
Stability Analysis of Neural Network Extend State Observer
For the convenience of the following analysis, the two following lemmas are given:
Lemma 1 [30] . Given a matrix A = a ij , the Frobenius norm is defined as the root of the sum of the squares of all elements
it is compatible with the vector 2-norm in that Proof. Choose the Lyapunov function for the observer as
Differentiate Equation (28) and we get
According Equation (29), when .
V o ≤ 0 the inequality holds
Invoking Equation (26), the ideal weight tuning law of RBF neural network is as follows:
.
where the bounded function φ( X) = η XC T C(A − LC) −1 σ X , α = κ C X . As shown in Equation (30), the ideal weight tuning equation can be considered as a linear system equation with bounded input φ( X) + αW, and its solution W is obviously bounded. According to Lemma 1 and Lemma 2, take W T σ X + ω(t) as the U(t) and X(t) as the output for Equation (20) , and it's obvious that
where a 1 and a 2 are positive numbers. It shows that the observer error X(t) is bounded, which is shown in Equation (31) . So lim t→∞ X(t) → 0 and the above-mentioned theoretical analysis shows that the observation error converges to zero.
Designs of Sliding Mode Controller
As the typical robust control scheme's alternative, SMC is a paradigmatic method and it can deal with the disturbance not observed by the NNSO to enhance the robustness of the system. For the system represented in Equation (6), a sliding mode controller is proposed to replace the traditional NLSEF, which reduces the impact of shocks and then improves the stability of the tracking process [32] .
Define the sliding mode surface as
where c 1 > 0, c 2 > 0, e = x 1 − y d . The sliding mode control law is designed as 
The Lyapunov function is designed as
and its derivative is
where
Lemma 3 [33] . For V(t) : [0, ∞) ∈ R, the solution of the inequality equation
With the lemma 3, let α = 2k g − 1, f = 1 2 Θ 2 , the solution of the inequality
let k g > 1 2 , and we get that lim
the convergence speed depends on the control gain k g . Considering the closed-loop system of observer and controller, set the Lyapunov function as
According to the above analysis, selecting appropriate parameters can ensure the establishment of . V ≤ 0 and make the closed-loop system uniformly ultimately bounded and all the signals converge to zero.
Simulation Analysis
For the flow dosing stage of the particleboard glue mixing and dosing system, the purpose of simulation is to verify the effectiveness of the proposed strategy and it is conducted with Matlab2016a/Simulink. Through a lot of simulation experiments, the optimal controller parameters are obtained and tested on a GM&D-A type particleboard glue mixing and dosing device as shown in Figure 6 . In this simulation experiment, we design the controller using Equation (18) and Equation (33) . Taking external disturbance into account, differential forms of the disturbance are exerted on the system. In order to make the system output signal track the desired signal more quickly and stably, the sliding mode controller parameters are chosen as 1 =50
The selection process is shown in Figure 7 . In this simulation experiment, we design the controller using Equation (18) and Equation (33) . Taking external disturbance into account, differential forms of the disturbance are exerted on the system. In order to make the system output signal track the desired signal more quickly and stably, the sliding mode controller parameters are chosen as c 1 = 50, c 2 = 15, k g = 150. The selection process is shown in Figure 7 .
In Figure 7 , Curve Con1 represents the parameter we chosen above. It can be seen that Con1 is the closest to the desired tracking signal except for Con4, but Con4 has obvious overshoot, which needs to be avoided in the real process and so it does not meet our requirements. In this process, the curve will be smoother and more stable as k g increases, but the response time will be slower as shown in Con5. The response time of the system will increase with the increase of c 1 and c 2 , but the curve will be unstable and prone to overshoot at the same time as shown in Con4. Through a number of simulation experiments, we obtained the curve parameter of Con1 and chose it as the design of controller.
The desired glue flow has an amplitude of 10 square signals with random signal interference, and the disturbance is a compound sine wave. Compared with the traditional ADRC method and sliding mode control method, the simulation results are shown in the following figures.
In order to verify the effectiveness of the proposed method, we compare the simulation results with the sliding mode control and traditional ADRC methods. By comparing with the two control methods, the significance of combining them is illustrated as shown in Figure 8 . It can be seen that the position tracking curve of the proposed method can track the desired position quickly and accurately.
The simulation results show that the proposed controller can complement ADRC and ensure the robustness of the controller. In this simulation experiment, we design the controller using Equation (18) and Equation (33) . Taking external disturbance into account, differential forms of the disturbance are exerted on the system. In order to make the system output signal track the desired signal more quickly and stably, the sliding mode controller parameters are chosen as 1 =50
The selection process is shown in Figure 7 . In Figure 7 , Curve Con1 represents the parameter we chosen above. It can be seen that Con1 is the closest to the desired tracking signal except for Con4, but Con4 has obvious overshoot, which needs to be avoided in the real process and so it does not meet our requirements. In this process, the curve will be smoother and more stable as g k increases, but the response time will be slower as shown in Con5. The response time of the system will increase with the increase of 1 c and 2 c , but the curve will be unstable and prone to overshoot at the same time as shown in Con4. Through a number of simulation experiments, we obtained the curve parameter of Con1 and chose it as the design of controller.
In order to verify the effectiveness of the proposed method, we compare the simulation results with the sliding mode control and traditional ADRC methods. By comparing with the two control methods, the significance of combining them is illustrated as shown in Figure 8 . It can be seen that the position tracking curve of the proposed method can track the desired position quickly and accurately. The simulation results show that the proposed controller can complement ADRC and ensure the robustness of the controller. The time response of NNSO is shown in Figure 9 and so is the performance of the neural network. NN1 to NN5 represent the response curves under different neural network parameters. The parameters represented as NN1 are derived by the observer design, which is as follows: The time response of NNSO is shown in Figure 9 and so is the performance of the neural network. NN1 to NN5 represent the response curves under different neural network parameters. The parameters represented as NN1 are derived by the observer design, which is as follows: β = [3, 3, 1] T , ε = 0.001, the centers c j = −6 −4 −2 −1 0 1 2 4 6 , the widths are given as ρ j = 100, j = 1, 2, 3, the adaptive gains of the ideal weight are given as η= 3 × 10 2 , κ= 6 × 10 2 . It is obvious that the total disturbance can be effectively observed and eliminated by the neural network. The time response of sliding mode surface is shown in Figure 10 . The sliding surface is smooth and the system is stable. Through the above results analysis, the disturbance of the system is effectively observed by NNSO, and then equivalent compensation is introduced into the control law. It can be seen from the simulation that the observer cannot completely eliminate the disturbance of the system. In this case, the sliding mode controller is introduced to control the observed disturbance, which greatly improves The time response of sliding mode surface is shown in Figure 10 . The sliding surface is smooth and the system is stable. The time response of sliding mode surface is shown in Figure 10 . The sliding surface is smooth and the system is stable. Through the above results analysis, the disturbance of the system is effectively observed by NNSO, and then equivalent compensation is introduced into the control law. It can be seen from the simulation that the observer cannot completely eliminate the disturbance of the system. In this case, the sliding mode controller is introduced to control the observed disturbance, which greatly improves Through the above results analysis, the disturbance of the system is effectively observed by NNSO, and then equivalent compensation is introduced into the control law. It can be seen from the simulation that the observer cannot completely eliminate the disturbance of the system. In this case, the sliding mode controller is introduced to control the observed disturbance, which greatly improves the robustness of the system. In order to further prove the anti-disturbance ability of the proposed method, a strong disturbance signal with larger amplitude is added to the system when t = 5 s. The response curve is shown in Figures 11 and 12 . The signal tracking curve shows that even if there is strong interference, the proposed control method can ensure the system recovers quickly to a stable state. The disturbance observation curve shows that NNSO can observe the disturbance well. After the disturbance mutation, it can continue to track it quickly and accurately. However, as shown in Figure 12 , the observation error can be smaller in the short time of the disturbance mutation and the performance of the observer still has some room for improvement. the robustness of the system. In order to further prove the anti-disturbance ability of the proposed method, a strong disturbance signal with larger amplitude is added to the system when t = 5 s. The response curve is shown in Figure 11 and Figure 12 . The signal tracking curve shows that even if there is strong interference, the proposed control method can ensure the system recovers quickly to a stable state. The disturbance observation curve shows that NNSO can observe the disturbance well. After the disturbance mutation, it can continue to track it quickly and accurately. However, as shown in Figure 12 , the observation error can be smaller in the short time of the disturbance mutation and the performance of the observer still has some room for improvement. Through the analysis of the simulation results, the effectiveness of the proposed method is shown, including the ability of tracking the desired signals fast and accurately and the robustness to disturbance and noise. the robustness of the system. In order to further prove the anti-disturbance ability of the proposed method, a strong disturbance signal with larger amplitude is added to the system when t = 5 s. The response curve is shown in Figure 11 and Figure 12 . The signal tracking curve shows that even if there is strong interference, the proposed control method can ensure the system recovers quickly to a stable state. The disturbance observation curve shows that NNSO can observe the disturbance well. After the disturbance mutation, it can continue to track it quickly and accurately. However, as shown in Figure 12 , the observation error can be smaller in the short time of the disturbance mutation and the performance of the observer still has some room for improvement. Through the analysis of the simulation results, the effectiveness of the proposed method is shown, including the ability of tracking the desired signals fast and accurately and the robustness to disturbance and noise. Through the analysis of the simulation results, the effectiveness of the proposed method is shown, including the ability of tracking the desired signals fast and accurately and the robustness to disturbance and noise.
Conclusions
In this paper, the role of glue flow tracking control in the particleboard mixing and dosing system is studied under the influence of time delays and disturbances such as insertion, pump, channel, and flow sensor. In the proposed control strategy, TD is used to process the input of noisy signals, and the NNSO is used to observe the system states and the total disturbance after the first-order approximation of the time-delay link, and sliding mode is used to further enhance the robustness to disturbance. Through strict Lyapunov analysis, it is proven that all signals in the closed-loop system are finally uniformly bounded and the tracking performance is proven. Finally, the advantages of the controller are further illustrated by numerical simulation experiments.
